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1
CRIMPED TERMINAL

TECHNICAL FIELD

The present invention relates to an open barrel type of
crimp terminal used, for example, in an electric system of an
automobile and having a conductor crimp portion having a
U-shaped cross section.

BACKGROUND ART

FIG. 1 is a perspective view illustrating a constitution of a
related art crimp terminal described in Patent Document 1, for
example.

A crimp terminal 101 is provided with an electric connec-
tion portion 110, which is provided in a front portion in a
longitudinal direction of the terminal (a longitudinal direction
of a conductor of an electric wire to be connected to the
terminal) and connected to a terminal on a mating connector
side, a conductor crimp portion 111, which is provided behind
the electric connection portion 110 and crimped to an exposed
conductor of an end of an electric wire (not illustrated), and a
coated crimping portion 112 provided further behind the con-
ductor crimp portion 111 and crimped to a portion with an
insulating coating of the electric wire. The crimp terminal 101
is further provided with a first connection portion 113, which
is provided between the electric connection portion 110 and
the conductor crimp portion 111 and connects the electric
connection portion 110 and the conductor crimp portion 111,
and a second connection portion 114 provided between the
conductor crimp portion 111 and the coated crimping portion
112 and connects the conductor crimp portion 111 and the
coated crimping portion 112.

The conductor crimp portion 111 is formed to have a sub-
stantially U-shaped cross section by a bottom plate 111A, a
pair of coated crimping pieces 111B, 111B provided to
extend upwardly from both the right and left side edges of the
bottom plate 111A and crimped so as to wrap a conductor of
an electric wire disposed on an inner surface of the bottom
plate 111A. The coated crimping portion 112 is formed to
have a substantially U-shaped cross section by a bottom plate
112A and a pair of coated crimping pieces 112B, 112B pro-
vided to extend upwardly from both the right and left side
edges of the bottom plate 112A and crimped so as to wrap an
electric wire (portion with an insulating coating) disposed on
an inner surface of the bottom plate 112A.

The first connection portion 113 and the second connection
portion 114 provided respectively in front of and behind the
conductor crimp portion 111 are formed to have a U-shaped
cross section respectively by bottom plates 113A and 114A
and low profile side plates 113B and 114B uprising from both
the right and left side edges of the bottom plates 113A and
114A.

The bottom plates (the bottom plate 113 A of the first con-
nection portion 113, the bottom plate 111 A of the conductor
crimp portion 111, the bottom plate 114A of the second
connection portion 114, and the bottom plate 112A of the
coated crimping portion 112) ranging from the bottom plate
(not illustrated) of the electric correction portion 110 on the
front side to the coated crimping portion 112 on the tail end
side are continuously formed into a band plate shape. The
front and rear ends of a low profile side plate 113B of the first
connection portion 113 are continued respectively to a lower
half portion of a rear end of a side plate (reference numeral is
omitted) of the electric connection portion 110 and a lower
half portion of a front end of the conductor crimping piece
111B of the conductor crimp portion 111, and the front and
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rear ends of a low profile side plate 114B of the second
connection portion 114 are continued respectively to a lower
half portion of a rear end of the conductor crimping piece
111B of the conductor crimp portion 111 and a lower half
portion of a front end of the coated crimping piece 112B of the
coated crimping portion 112.

Among an inner surface 111R and an outer surface 111S of
the conductor crimp portion 111, the inner surface 111R on
the side in contact with the conductor of the electric wire is
provided with a plurality of recessed groove-shaped serra-
tions 120 extending in a direction perpendicular to a direction
(terminal longitudinal direction) in which the conductor of
the electric wire extends.

FIG. 2 is a detail view of the serrations 120 formed in an
inner surface of the conductor crimp portion 111. FIG. 2(a) is
a developed plan view of the conductor crimp portion 111,
FIG. 2(b) is a IIb-1Ib arrowed cross-sectional view of FIG.
2(a), and FIG. 2(c) is an enlarged view of a Ilc portion of FIG.
2(b).

The cross-sectional shape of the recessed groove-shaped
serrations 120 is a rectangular shape or an inverted trapezoi-
dal shape, and an inner bottom surface 120A is formed sub-
stantially parallel to an outer surface 1115 of the conductor
crimp portion 111. An inner corner portion 120C at which an
inner side surface 120B and the inner bottom surface 120A
intersect each other is formed as an angular portion at which
a plane and a plane intersect each other. A hole edge 120D at
which the inner side surface 120B and the inner surface 111R
of the conductor crimp portion 111 intersect each other is
formed as an edge.

As illustrated in FIG. 3, the conductor crimp portion 111
having the above serrations 120 is generally manufactured by
pressing using a die 200 (actually, this is so-called a serration
die which is assembled on an upper die of a press die) having
protrusions 220 provided at positions corresponding to the
recessed groove-shaped serrations 120.

In the die 200 in the above case, as illustrated in FIG. 4,
since the protrusions 220 are linear, the die 200 is manufac-
tured by grinding an upper surface of a block 210 with the use
of a grindstone. FIG. 5 illustrates an external appearance of
the die 200.

When the conductor crimp portion 111 of the crimp termi-
nal 101 constituted as above is crimped to the conductor of the
end of the electric wire, the crimp terminal 101 is placed on a
placing surface (upper surface) of a lower die (anvil) (not
illustrated), and, at the same time, the conductor of the elec-
tric wire is inserted between the conductor crimping pieces
111A of the conductor crimp portion 111 and placed on an
upper surface of the bottomplate 111A. Then, an upper die
(crimper) is relatively lowered relative to the lower die,
whereby a front end side of the conductor crimping piece
111B is gradually pulled inward by a guide slope of the upper
die.

The upper die (crimper) is then further relatively lowered
relative to the lower die, whereby eventually the front end of
the conductor crimping piece 111B is rounded so as to be
folded back to the conductor side by a curved surface contin-
ued from the guide slope of the upper die to a central moun-
tain-shaped portion, and the front ends of the conductor
crimping pieces 111B are dug in the conductor while rubbing
each other, whereby the conductor crimping pieces 111B are
crimped so as to wrap the conductor.

According to the above operation, the conductor crimp
portion 111 of the crimp terminal 101 can be connected to the
conductor of the electric wire by crimping. Similarly, in the
coated crimping portion 112, the coated crimping piece 112B
are gradually folded inward by using lower and upper dies
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and crimped to a portion with an insulating coating of the
electric wire. Consequently, the crimp terminal 101 can be
electrically and mechanically connected to the electric wire.
When the crimping is performed, the conductor of the
electric wire enters into the serrations 120 in the inner surface
of'the conductor crimp portion 111 by a pressure force while
being plastically deformed, whereby connection between the
crimp terminal 101 and the electric wire is reinforced.

CITATION LIST
Patent Literature

Patent Literature 1: JP 2009-245695 A (FIG. 1)

SUMMARY OF INVENTION

In the above related art crimp terminal 101, although the
recessed groove-shaped serrations 120 perpendicular to the
direction in which the electric wire extends are provided in
the inner surface 111R of the conductor crimp portion 111, a
sufficient contact conductivity cannot be always obtained.

Namely, when the conductor crimp portion 111 is crimped
to the conductor of the electric wire, a surface of the conduc-
tor flowed by a pressing force and the hole edges 120D of the
serrations 120 rub each other, or the surface of the conductor
entering into the serrations 120 and the inner side surfaces of
the serrations 120 rub each other, so that an oxide film on the
surface of the conductor is peeled off, and an exposed newly
formed surface is in contact with and electrically connected to
the terminal. In this light, since the related art serrations 120
are linear ones, when the conductor of the electric wire flows
in the longitudinal direction of the terminal, although the
serrations 120 exhibit the effectiveness, the serrations 120 can
hardly exhibit the effectiveness for extension of the conductor
in other directions. Thus, a satisfactorily high contact con-
ductivity cannot be always obtained.

When a die manufactured by grinding processing is used,
roundness of the front end peripheral edge of the protrusion
220 of the pressing die 200 is easily reduced, whereby, as
illustrated in FIGS. 2(b) and 2(c), the inner corner portion
120C of the crimp terminal 101 being a workpiece at which
the inner bottom surface 120A and the inner side surface
120B intersect each other is angulated, and in a state in which
the conductor crimp portion 111 is crimped to the conductor
of the electric wire, the conductor entering inside the serra-
tions 120 is not satisfactorily applied across the inner corner
portion 120C, so that a gap is easily generated in the inner
corner portion 120C. Thus, when a large gap is generated
between the inner corner portion 120C and the conductor of
the electric wire, this gap becomes a starting point of growth
of'the oxide film due to such as thermal shock and mechanical
vibration, and the contact conductivity between the conductor
and the terminal 101 may be reduced.

When a die manufactured by grinding processing is used,
an outer circumference edge of a grindstone cannot be sharp-
ened in order to prevent the outer circumference edge from
being chipped, or the corner is gradually removed by friction
as the grindstone is used, whereby roundness of a base of the
protrusion 220 of the pressing die 200 is increased, so that
roundness of the hole edge 120D of the serration 120 of the
crimp terminal 101 being a workpiece is easily increased.
When the roundness of the hole edge 120D is increased, some
problems easily occur in a state after crimping.

Namely, the hole edge 120D of the serration 120 presses
the conductor which is to deform in the front-back direction
and prevents the conductor from moving in the front-back
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direction, whereby there is provided an effect of facilitating
rubbing between a conductor flowing in the serration 120 or a
conductor extending in the longitudinal direction outside the
serration 120 and the terminal and improving the peelability
of'the oxide film. However, roundness of the hole edge 120D
is increased, the effect is blunted, and the conductor easily
moves when receives thermal shock and mechanical vibra-
tion, so that a contact resistance between the terminal and the
conductor increases.

Thus, the present applicant has developed a crimp terminal
provided in an inner surface of a conductor crimp portion so
that a large number of small circular recesses as serrations are
scattered in a state of being spaced apart from each other.
According to this crimp terminal, it is considered that the
following effects can be obtained.

Namely, when a conductor crimp portion is crimped to a
conductor of an electric wire by using the above crimp termi-
nal, the conductor of the electric wire enters into the small
circular recesses provided as the serrations in the inner sur-
face of the conductor crimp portion while being plastically
deformed, so that connection between the terminal and the
conductor can be reinforced. In such case, the surface of the
conductor flowed by a pressing force and a hole edge of each
of the recesses rub each other, or the surface of the conductor
entering into the recesses and inner side surfaces of the
recesses rub each other, so that an oxide film on the surface of
the conductor is peeled off, and an exposed newly formed
surface is in contact with and electrically connected to the
terminal. Moreover, in this crimp terminal, since a larger
number of the small circular recesses are provided so as to be
scattered, the total length of the hole edge of the recess exhib-
its the effectiveness when the oxide film is scraped away
regardless of an extending direction of the conductor. Accord-
ingly, compared with the above related art crimp terminal
provided with the linear serrations crossing in the extending
direction of the conductor of the electric wire, the contact
conduction effect according to exposure of a newly formed
surface can be enhanced.

When linear serrations are pressed, linear protrusions
should be formed in a pressing die, and therefore, processing
of the protrusions has to depend on grinding processing.
However, when a large number of small circular protrusions
for serration processing are formed in the pressing die, it is
possible to easily depend on a processing method other than
the grinding processing. For example, when the linear pro-
trusions are formed in the pressing die, if the protrusions are
to be formed by electrical discharge machining, although the
linear recesses are required to be formed in a discharge elec-
trode, it is actually very difficult to form the linear recesses in
the metal block, and therefore, it is unreasonable to perform
the electrical discharge machining. However, when a large
number of small circular recesses for serration processing are
formed in a pressing die, the protrusions of the die can be
easily formed by the electrical discharge machining or the
like. For example, when the electrical discharge machining is
used, a large number of the small circular protrusions can be
transferred to the die simply by drilling a large number of
small circular recesses as circular holes in a base material
block of an electrode. Accordingly, processing can be facili-
tated.

When the conductor crimp portion is crimped to a conduc-
tor of an end of an electric wire by using an upper die
(crimper) and a lower die (anvil), the conductor extends in the
front-back direction in the conductor crimp portion. When the
conductor extends, the flowing conductor rubs with hole
edges of serrations, whereby an oxide film on the surface of
the conductor is peeled off, and a newly formed surface of the
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conductor is in contact with and electrically connected to the
terminal. In such case, in the conductor, a portion of the
conductor located in front of an intermediate point in the
front-back direction extends forward, and a portion behind
the intermediate point in the front-back direction extends
backward. Namely, in the conductor crimp portion, it is con-
sidered that an intermediate portion in the front-back direc-
tion of the conductor moves little in the front-back direction.
Accordingly, as in the above case, when a large number of the
small circular recesses as the serrations are scattered in the
inner surface of the conductor crimp portion, the recesses
arranged in the intermediate portion hardly function and are
wasted.

In the crimping, although a thinned portion of a bottom
portion of the serration (small circular recess) is concentri-
cally extended, if the number of the serrations is large, a
volume of a terminal material deformed with pressing at the
time of crimping is increased, and since an escaping amount
of the terminal material is increased, finishing accuracy of a
crimped portion may be lowered.

When the conductor crimp portion is crimped, a crimp
height (height of a portion in which the conductor crimp
portion is crimped to the conductor) as a standard of com-
pressibility is required to be measured by a stable portion with
as few serrations as possible. However, when small circular
recesses are widely scattered, it is difficult to determine where
the crimp height is measured, and compressibility manage-
ment at the site is troublesome.

An object of the present invention is to provide a crimp
terminal which reduces useless serrations and can enhance
crimping accuracy and facilitate compressibility manage-
ment.

An aspect of the present invention is a crimp terminal
including: an electrical connection portion provided in a front
portion in a longitudinal direction of the crimp terminal; and
a conductor crimp portion provided behind the electrical con-
nection portion and crimped and connected to a conductor of
an end of an electric wire, the conductor crimp portion having
a cross section formed into a U-shape by a bottom plate and a
pair of conductor crimp pieces provided to extend upwardly
from both right and left side edges of the bottom plate and
crimped to wrap the conductor disposed on an inner surface of
the bottom plate, wherein the conductor crimp portion before
being crimped to the conductor of the end of the electric wire
includes, in an inner surface of the conductor crimp portion,
circular recesses as serrations scattered to be spaced from
each other, and a strip-shaped serration non-forming region
provided in an intermediate portion in a front-back direction
of the conductor crimp portion and formed without the
recesses.

According to the above aspect, since the strip-shaped non-
forming region where small circular recesses as the serrations
are not formed is secured in the intermediate portion in the
front-back direction of the conductor crimp portion, useless
serrations of limited use are eliminated, and processability
can be improved. Since the volume to be pressed at the time of
crimping can be reduced by reducing the number of the ser-
rations, an escaping amount of a terminal material at the time
of crimping can be reduced, so that dimensional accuracy of
a crimped portion can be improved. Since the compressibility
at a portion formed with no serration can be measured, varia-
tion of a sample for compressibility observation is reduced,
and compressibility measurement accuracy is improved;
therefore, compressibility management at the site is facili-
tated.

BRIEF DESCRIPTION OF DRAWINGS

FIG. 1 is a perspective view illustrating a constitution of a
related art crimp terminal.
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FIG. 2 is a view illustrating a state of a conductor crimp
portion of the crimp terminal of FI1G. 1 before crimping, FI1G.
2(a)is adevelopment plan view, FIG. 2(b) is a IIb-1Ib arrowed
cross-sectional view of FIG. 2(a), and F1G. 2(c¢) is an enlarged
view of a Ilc portion of FIG. 2(5).

FIG. 3 is a cross-sectional view illustrating a state in which
serrations of the crimp terminal of FIG. 1 are pressed.

FIG. 41s aside view illustrating a state in which protrusions
for serration processing are formed in a pressing die of FIG.
3, used in pressing, by grinding processing.

FIG. 5 is an external appearance perspective view of a
pressing die manufactured through the processing in FIG. 4.

FIG. 6 is a perspective view illustrating a constitution of a
crimp terminal according to an embodiment of the present
invention.

FIG. 7 is a view illustrating a state of a conductor crimp
portion of the crimp terminal of FI1G. 6 before crimping, FI1G.
7(a) is a development plan view, and FIG. 7(b) is a VIIb-VIIb
arrowed cross-sectional view of FIG. 7(a).

FIG. 8 is a constitution diagram of a portion in which the
conductor crimp portion of the crimp terminal of FIG. 6 is
crimped to a conductor of an electric wire, FIG. 8(a) is a
longitudinal cross-sectional view, and FIG. 8(b) is a VIIIb-
VIIIb arrowed cross-sectional view of FIG. 8(a).

DESCRIPTION OF EMBODIMENTS

Hereinafter, an embodiment of the present invention will
be described with reference to the drawings.

FIG. 6 is a perspective view illustrating a constitution of a
crimp terminal 1 of the embodiment. FIG. 7 is a view illus-
trating a state of a conductor crimp portion 11 of the crimp
terminal 1 before crimping, FIG. 7(a) is a development plan
view, and FIG. 7(b) is a VIIb-VIIb arrowed cross-sectional
view of FIG. 7(a).

As illustrated in FIG. 6, the crimp terminal 1 is of female
type and is provided with a box-type electrical connection
portion 10, which is provided in a front portion in the longi-
tudinal direction of the terminal (a longitudinal direction of a
conductor of an electric wire to be connected to the terminal,
that is, a direction in which the electric wire extends) and
connected to a male terminal on a mating connector side, a
conductor crimp portion 11 provided behind the electrical
connection portion 10 and crimped to an exposed conductor
Wa (see, FIG. 7) of an end of an electric wire W, and a coated
crimping portion 12 provided further behind the conductor
crimp portion 11 and crimped to a portion with an insulating
coating of the electric wire. The crimp terminal 1 is further
provided with a first connection portion 13, which is provided
between the electrical connection portion 10 and the conduc-
tor crimp portion 11 and connects the electrical connection
portion 10 and the conductor crimp portion 11, and a second
connection portion 14 provided between the conductor crimp
portion 11 and the coated crimping portion 12 and connects
the conductor crimp portion 11 and the coated crimping por-
tion 12.

The conductor crimp portion 11 is formed to have a sub-
stantially U-shaped cross section by a bottom plate 11A and
a pair of conductor crimping pieces 11B, 11B provided to
extend upwardly from both the right and left side edges of the
bottom plate 11A and crimped so as to wrap a conductor of
the electric wire disposed on an inner surface of the bottom
plate 11A. The coated crimping portion 12 is formed to have
a substantially U-shaped cross section by a bottomplate 12A
and a pair of conductor crimping pieces 12B, 12B provided to
extend upwardly from both the right and left side edges of the
bottom plate 12A and crimped so as to wrap the electric wire
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(portion with an insulating coating) disposed on an inner
surface of the bottom plate 12A.

The first connection portion 13 and the second connection
portion 14 provided respectively in front of and behind the
conductor crimp portion 11 are formed to have a U-shaped
cross section respectively by bottom plates 13A and 14A and
low profile side plates 13B and 14B uprising from both the
right and left side edges of the bottom plates 13A and 14A.

The bottom plates (the bottom plate 13A of the first con-
nection portion 13, the bottom plate 11A of the conductor
crimp portion 11, the bottom plate 14 A of the second connec-
tion portion 14, and the bottomplate 12A of the coated crimp-
ing portion 12) ranging from the bottom plate (not illustrated)
of the electric correction portion 10 on the front side to the
coated crimping portion 12 on the tail end side are continu-
ously formed into a band plate shape. The front and rear ends
of'a low profile side plate 13B of the first connection portion
13 are continued respectively to a lower half portion of a rear
end of a side plate (reference numeral is omitted) of the
electrical connection portion 10 and a lower half portion of a
front end of the conductor crimping piece 11B of the conduc-
tor crimp portion 11, and the front and rear ends of a low
profile side plate 14B of the second connection portion 14 are
continued respectively to a lower half portion of a rear end of
the conductor crimping piece 11B of the conductor crimp
portion 11 and a lower half portion of a front end of a coated
crimping piece 12B of the coated crimping portion 12.

Before the conductor crimp portion 11 is crimped to the
conductor Wa of the electric wire W, among an inner surface
11R and an outer surface 118 of the conductor crimp portion
11, the inner surface 11R on the side in contact with the
conductor Wa of the electric wire W is provided with a larger
number of small circular recesses 20 as concave serrations so
that a large number of small circular recesses as serrations are
scattered in a zigzag pattern in a state of being spaced apart
from each other.

However, in the above case, a strip-shaped serration non-
forming region 22 where the small circular recesses 20 as
serrations are not formed is secured in an intermediate portion
in a front-back direction of the conductor crimp portion 11.

When the conductor crimp portion 11 of the crimp terminal
1 is crimped to the conductor Wa of the end of the electric wire
W, the crimp terminal 1 is placed on a placing surface (upper
surface) of a lower die (anvil) (not illustrated), and, at the
same time, the conductor Wa of the end of the electric wire W
is inserted between the conductor crimping pieces 11A of the
conductor crimp portion 11 and placed on an upper surface
(the inner surface 11R) of the bottom plate 11A. Then, an
upper die (crimper) is relatively lowered relative to the lower
die, whereby a front end side of the conductor crimping piece
11B is gradually pulled inward by a guide slope of the upper
die.

The upper die (crimper) is then further relatively lowered
relative to the lower die, whereby eventually the front end of
the conductor crimping piece 11B is rounded so as to be
folded back to the conductor side by a curved surface contin-
ued from the guide slope of the upper side to a central moun-
tain-shaped portion, and the front ends of the conductor
crimping pieces 11B are dug in the conductor Wa while
rubbing each other, whereby the conductor crimping pieces
11B are crimped so as to wrap the conductor Wa.

According to the above operation, the conductor crimp
portion 11 of the crimp terminal 1 can be connected to the
conductor Wa of the electric wire W by crimping. Similarly,
in the coated crimping portion 12, the coated crimping piece
12B are gradually folded inward by using lower and upper
dies and crimped to a portion with an insulating coating Wb of
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the electric wire W. Consequently, the crimp terminal 1 can be
electrically and mechanically connected to the electric wire
W.

FIG. 8 is a constitution diagram of a portion in which the
conductor crimp portion 11 is crimped to the conductor Wa
exposed by stripping the insulating coating Wb of the end of
the electric wire W, FIG. 8(a) is a longitudinal cross-sectional
view, and FIG. 8B is a VIIIb-VIIIb arrowed cross-sectional
view of FIG. 8(a).

When the conductor crimp portion 11 is crimped to the
conductor Wa of the electric wire W, the conductor Wa
extends in the front-back direction in the conductor crimp
portion 11. When the conductor Wa extends, the flowing
conductor Wa rubs with hole edges of serrations (the small
circular recesses 20), whereby an oxide film on the surface of
the conductor Wa is peeled, and a newly formed surface ofthe
conductor Wa is in contact with and electrically connected to
the terminal 1. In such case, in the conductor Wa, a portion of
the conductor Wa located in front of an intermediate point L
in the front-back direction extends forward (arrow Y1 direc-
tion), and a portion behind the intermediate point in the front-
back direction extends backward (arrow Y2). Namely, in the
conductor crimp portion 11, the intermediate portion in the
front-back direction of the conductor Wa moves little in the
front-back direction. Since the non-forming region 22 formed
with no serration (the small circular recesses 20) exists in the
unmoving portion, there is no useless serration (the recesses
20).

In the crimping, although a thinned portion of a bottom
portion of the serration (the small circular recess 20) is con-
centrically extended, the number of the serrations is reduced
by the provision of the non-forming region 22, a volume of'a
terminal material deformed with pressing at the time of
crimping is reduced, and since an escaping amount of the
terminal material is reduced, finishing accuracy of a crimped
portion is enhanced.

Since the compressibility (crimp height C/H) can be mea-
sured at a portion of the non-forming region 22 at a central
portion formed with no serration (the small circular recess 20)
can be measured, variation of a sample for compressibility
observation is reduced, and compressibility measurement
accuracy is improved; therefore, compressibility manage-
ment at the site is facilitated.

In the above embodiment, although the crimp terminal 1 is
a male terminal fitting having the box-type electrical connec-
tion portion 10, the present invention is not limited thereto,
and the crimp terminal 1 may be a male terminal fitting having
amaletab, a so-called LA terminal in which a through hole is
formed in a metal plate material, or, if necessary, may be a
crimp terminal having any shape.

Hereinabove, although the embodiment of the present
invention has been described, the present invention is not
limited to the above embodiment and may be variously modi-
fied.

The invention claimed is:

1. A crimp terminal comprising:

an electrical connection portion provided in a front portion

in a longitudinal direction of the crimp terminal; and

a conductor crimp portion provided behind the electrical

connection portion and crimped and connected to a con-
ductor of an end of an electric wire, the conductor crimp
portion having a cross section formed into a U-shape by
a bottom plate and a pair of conductor crimp pieces
provided to extend upwardly from both right and left
side edges of the bottom plate and crimped to wrap the
conductor disposed on an inner surface of the bottom
plate,
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wherein the conductor crimp portion before being crimped

to the conductor of the end of the electric wire com-

prises, in a flush inner surface of the conductor crimp

portion,

circular recesses as serrations recessed from the flush
inner surface of the conductor crimp portion and scat-
tered to be spaced from each other, and

a strip-shaped serration non-forming region provided in
an intermediate portion in a front-back direction of
the conductor crimp portion and formed without the
recesses.

2. The crimp terminal of claim 1 wherein the strip-shaped
serration non-forming region has a width greater than a spac-
ing between adjacent circular recesses.

3. A crimp terminal comprising:

an electrical connection portion provided in a front portion

in a longitudinal direction of the crimp terminal; and

a conductor crimp portion provided behind the electrical

connection portion and crimped and connected to a con-
ductor of an end of an electric wire, the conductor crimp
portion having a cross section formed into a U-shape by

10
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a bottom plate and a pair of conductor crimp pieces
provided to extend upwardly from both right and left
side edges of the bottom plate and crimped to wrap the
conductor disposed on an inner surface of the bottom

5 plate,

wherein the conductor crimp portion before being crimped
to the conductor of the end of the electric wire com-
prises, in a flush inner surface of the conductor crimp
portion,
circular recesses as serrations, recessed from the flush
inner surface of the conductor crimp portion, spaced
from each other in a zigzag pattern, and
a strip-shaped serration non-forming region provided in
an intermediate portion in a front-back direction of
the conductor crimp portion and formed without the
recesses.
4. The crimp terminal of claim 3 wherein the strip-shaped
serration non-forming region has a width greater than a spac-
0 ing between adjacent circular recesses.
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